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SUMMARY OF ¢ V. TEPLOV'S
"OPERATIONAL-PRODUCTION PLANNING IN
MACHINE-BULLDING PLANTS"

Integration of Plant Planning with Gosplan

Direct epplicetion of the Cosplan to .he individual pla.t is made through
the Technical-Ecoromic Plan. [his plan is drawn up by the plant mansgement in
sccordance with norms and indexas established for the plant by its mein admiui-
stration, or by the appropriate ministry, if the plant is 4irectly under s mini-
gtry. The plan determines the productive and economic activity of the plant ¢n
a yearly and gnarierly basis.

To insure fulfillment of the Technical-Economic Plan fer assortment and

volums of suiput vithin the rweserihed fime ldmita  +ha nlan Arewa mp an Npar-

ational-Production Plan which controls the detailalof prgductinn by the month,
week, day, and shift.

The Technological Plan prescribes the technigues and seguence of fabri-
cation and essembly for products enumerated by the Technical-Economic Plan.

Some Factors Entering into the Operational-Production Plan

In drawing up the Operational-Production Plan, the volume of work 1is de-
termined for each shop, department, and section in accordance with thelir "tech-
nical capacity” and their “"productive capacity.”

"Pechnical capacity" is the amount of work which can be performed on given

.«quipment in a prescribed workirg ares by & given labor shift, It is expressed
in machine-hours, or in the case of hand labor, in norm-hours.
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"Productive capacity" is erpressed 1 oo nuuber 'Ol Larts Or WiLs wiicn
can be produced by a given shop or section fully exploiting of its "technical
capacity.”

The Production Cycle

The.production cycle is the length of lime required for & product of la-
bor. to pass through all the preduction wrocesses., This cycle 1s divided in-
to productive time and nonproductive time . or time of work-stoprage.

Productive time comsists of time spent in technoicgical operaticns and
nontechnologicel operations. Time of technological cperations is divided in-
to preparatory time, post-work operations, and plece-time. .

Preparatory and post-work opera®lons time consist of . time taken to set
up the machine for operations and time teken to adjust 1t after operations.

Piece-time is the period required to complete one unit of production.
Nontechnological time consists of time of transport of rew material from

stocii to the place of first operationz, time of transport of the finished
product back to stock, snd insmection time.

The Dispatcaer Systex

Goordinstion of production nrd sssembly is effected through the dis-
patcher system. Even flow of production is the aim of this system, and
the dispaicher must act to avoid both lagging production of paris and over-
producti-n cf certain parts, so that no shop will be forced to stop pro-
duciion while the assembly section works to catch up. The dispatchers' role
is one chiefly of foreseeing and forestaliing such erratic production, rather
than in taking corrective .easures after it has appeared.

Under small-series and unit production, the dispatcher handles the
coordination by telephone and signals; under large-series and continuous
mass production, a compliceted dispatcher's pauel is vsed. This panel main-
tains a running record of production on continuous-recording graphs. Dis-
patchers aisc use work-distributicn boxes in which the progress of each part
is recorded on'cards.

Plant dispatcher operations are under the Production Dispatching Bureau
(PDB), which controls individual dispatchers in the sectlons, depariwcuis,
and shops, as welli as the plant dispatcher, all of whom work on a shift basis.

The basis guide for the dispatcher is the Plan-Grafik, which is a time-
schedule of production for parts going into a finished product.
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